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POSITION ITEM 2 ON BOTH SIDES SO THESE 8 INTERIOR
TAPPED HOLES ARE AT THE LOCATIONS SHOWN

NOTES:
1 DEGREASE ALL PARTS PRIOR TO WELDING

2

3

ES

S

N

ANTERNAL VACUUM.
71X 10-2 STD. ATM CC/SEC

WELD JOINTS ARE TO BE MADE USING GAS TUNGSTEN-ARC WELDING
(GTAW) & ARE TO BE VAC-TIGHT.

O-RINGS ARE TO BE MADE OF .139 DIA BUNA-N STOCK. LBNL WILL
REPLACE LATER WITH VITON O-RINGS.

INSTALL O-RINGS & ACRYLIC COVERS 27A1064 & Z7A1074 & VACUUM
LEAK CHECK WITH HELIUM LEAK DETECTOR. LBNL WILL SUPPLY
SPECIAL WASHERS FOR ACRYLIC COVERS. VENDOR IS TO PROVIDE
BASE COVER PLATE FOR LEAK CHECKING. LEAK CHECK WITH A

0.

TOTAL LEAK RATE SHALL NOT EXCEED

LBNL WILL CLEAN FINISHED WELDMENT.

DIMENSIONING & TOLERANCING IS PER ASME Y14.5M-1994. ALL
DIMENSIONS ARE IN INCHES. REFERENCE DIMENSIONS ARE SHOWN
IN PARENTHESIS.

ESTIMATED WT. = 83 LBS.
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.030 MACHINE ALLOWANCE
IF REQD TO ACHIEVE .030 FLATNESS
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SEE NOTES 2 & 4
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